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(54) Method for producing a continuous thermoplastic coating and articles constructed 
therefrom 



(57) This invention relates to a non-contact coating 
method for producing a continuous coating and articles 
constructed therefrom. This invention further relates to 
a method for producing a textile material with a mois- 
ture-impermeable barrier layer and to a method for pro- 
ducing a moisture-absorbing article of hygiene which 
has such a barrier layer. This invention particularly 
relates to a textile material and hygienic disposable arti- 
cles comprising a body fluid impermeable barrier layer 
produced from said coating method. Preferably, the 
thermoplastic composition used in the method for pro- 
ducing the barrier layer exhibits certain rheological 
characteristics. 
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Descripti n 

Field of the Invention 

[0001] This invention relates to articles obtainable by using a non-contact coating method for producing a continuous 
coating, on a substantially non-porous substrate. This invention particularly relates to articles obtainable by coatino 
hermoplastic or hotmelt adhesive materials on a heat sensitive material or plastic material. The compositions used in 
the coating method exhibit certain rheological characteristics. 

[0002] Conventional slot nozzle coatings are typically done by keeping the slot nozzle in permanent contact with the 
substrate such that the nozzle lies on the substrate during the coating. It is unproblematic to coat hotmelt adhesives 
onto substrates with slot nozzles or spray coating methods, provided that only a discontinuous coating is required such 
as for constructive applications wherein the coating weight of the hotmelt ranges from about 3 g/m 2 to about lo'o/m 2 
If. however, a continuous layer is to be created, this can only be done using these customary coating methods if the 
coating weight of the hotmelt is greater than about 30 g/m 2 . 

[0003] Such high coating weights are expensive. Furthermore, direct coating with a slot nozzle provides substantial 
mechanical and thermal stresses on the coated substrates, especially since the slot nozzle is heated durinq coatino 
Therefore very sensitive substrates, especially heat sensitive substrates, can not always be coated with hotmelt from 
S S°L n °f Z ! 6 m 3 customar y manner witnout imaging the substrate. Such problems cannot be overcome when coating 
with heated coating rollers or spray coating with heated airstreams. The high coating weights of this prior art lead to 
increased stiffness of the coated substrate. Similar problems occur in the production of hygienic articles and in other 
areas, such as fabric production, wherein the resulting materials are required to exhibit liquid impermeability. Presently 
in such technical fields, production methods utilizing performed laminated films are preferred 

[0004] Therefore, there remains a need for a non-contact method capable of producing a continuous coating layer 
having low coating weights. a y 

Summary of the Invention 

[0005] The applicants have found a coating method that overcomes the aforementioned problems. The coating 
method employs a noncontact application wherein a thermoplastic composition is thermally made flowable and 
released from a coating device onto a substrate. The thermoplastic composition is thus coated onto the substrate with- 
out contact between said coating device and said substrate. Specifically, the invention resides in an article obtainable 
cornS"ng the step? 0^° C ° mp ° Siti0n ° r 3 h0tmelt adhesive composition onto a substantially non-porous substrate, 

a) making a thermoplastic composition or a hotmelt adhesive flowable; 

b) advancing a substrate along a path; 

c) dispensing a continuous film of said thermoplastic composition or said hotmelt adhesive composition from a 
coating device at a coating temperature wherein the complex viscosity of the thermoplastic composition is less than 
about 500 po.se at about 1000 radians/second and ranges from about 100 poise to about 1000 poise at about 1 
radian/second; 

d) suspending said film between said coating device and said substrate; 

e) contacting said film with said advancing substrate. 

E?L ' n _ another aspect ** Mention resides in an article obtainable by coating a thermoplastic composition or a 
hotmelt adhesive composition which has been thermally made flowable, from a coating device onto a substantially non- 
IL 0 ' 0 ^^ 5 "' 8 ! 6 ' characterized in tnat composition is released from said coating device at a temperature of less 
than , 12SKJ. preferably less than 120°C and even more preferably less than 1 10°C as a continuous coating without con- 
rnl^ , ee " SaKl COatin9 d6ViCe and Mid substrate ' ^ * subsequently disposed upon the surface of said substrate 
[0007] in yet another aspect, the invention resides in an article comprising a substrate and at least one hot-melt adhe- 
sive layer adhered to at least one face of ttie substrate, wherein the hot-melt adhesive is coated as a continuous film 
having an area weight of less than 20 g/m 2 . 

[0008] Since the method employs low coating weights of the thermoplastic composition, it eliminates the economic 
disadvantages of current methods as well as improves the tactile quality of the resulting article. Preferably, the substrate 
is a heat sensitive material which in the context of this invention means for example material made of low gauge poly- 
ethylene or a plastic material such as eg. polyolef ins. especially polyethylene, polypropylene and amorphous polyote- 
fins. Since the coating device and substrate do not contact each other, the mechanical and thermal stresses on the 
substrate are much less than in prior art methods. 

[0009] On heat sensitive substrates, the thermoplastic composition is preferably coated at temperatures of less than 
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125°C, preferably less than 120°C and even more preferably less than 1 10°C, to reduce the heat-induced stresses on 
the substrates being coated. This is advantageous for coating and mutually bonding thermally sensitive substrates. The 
thermoplastic composition exhibits certain Theological characteristics such that the complex viscosity at high shear 
rates (1 ,000 rad/sec) is less than about 500 poise and the complex viscosity at low shear rates (1 rad/sec) is between 
5 about 100 and about 1,000 poise. Some neat thermoplastic resins, such as typical film grade polyolefins, may be suit- 
able for the method of the present invention. However, compounded hotmelt adhesives are preferred due to the ability 
to independently control the visco-elastic properties, open time, etc. Compounded hotmelts are also advantageous to 
insure adequate adhesion to the carrier substrate or for delayed detackif ication of the coating after adherence to the 
substrate. 

10 [0010] The resulting coating produced from said method is useful for a variety of applications wherein a consistent 
.continuous coating is desired. Coating weights of less than 30 g/m 2 of the thermoplastic composition are preferred to 
reduce expenditure and to prevent an increased stiffness of the coated substrate. However, coating weights higher than 
30 g/m 2 may be useful for other applications wherein reducing the mechanical and heat-induced stresses is of primary 
importance. 

75 [001 1 ] The coating method is particularly advantageous for manufacturing as it employs fewer production steps than 
prior art coating methods. Improving productivity as well as reducing the coating weight mass per area results in coat- 
ings and corresponding articles that are less expensive than prior art. 

Brief Description of the Drawing 

20 

[0012] 

Figure 1 depicts the method of the present invention wherein a continuous thermoplastic coating is formed and 
adhered to a earner substrate. 

25 

Detailed Description of the Drawing 

[001 3] A substantially non-porous substrate 1 (1) travels past a series of idle rollers (2) to ensure the web is in proper 
alignment prior to approaching the coating device (3). At start up the coating device is initially in contact with the sub- 
30 strate to adhere the leading edge of the coating to the substrate. As Substrate 1 is advanced by the drive rolls (6), the 
coating device is removed from Substrate 1 at a distance most often ranging from about 0.5 mm to about 20 mm, 
depending on the properties of the thermoplastic composition being coating. Substrate 2 (4) is optionally adhered to the 
coating surface by means of a nip roll (5). Substrate 2 may be any substrate such as films, coverstock materials, as well 
as any material that is not necessarily in the form of a web. 

35 

Detailed Description of the Invention 

[0014] In the method of the present invention, a melted hotmelt adhesive, preferably substantially air-free, is released 
from a coating or release device in such a way that it exits the device as a continuous film. A typical example for this is 

40 a slot nozzle, as it has previously been used for coating in direct contact with a substrate. Thus, melt coating devices 
which are already at hand can be reset for use according to the invention in that the slot nozzle is lifted off the substrate 
and is adjusted to have a suitable distance from the substrate. When the viscous but flowable molten adhesive leaves 
the coating device, it does not contact the substrate immediately, but rather travels for a distance as a continuous coat- 
ing film suspended above the substrate without touching either the device or the substrate. The dstance between the 

45 coating device and the substrate ranges from about 0.5 mm to about 20 mm. It is possible that at suitable machine 
speed settings, and with specific adhesives or other coating materials, the distance can be even greater than 20 mm. 
The distance is largely dictated by the viscosity and open time of the thermoplastic composition being coated. The ther- 
moplastic composition cools sufficiently in its suspended state such that it has built in viscosity and cohesive strength 
to the extent that any unevennesses present on the substrate surface cannot penetrate the coating, yet the thermoplas- 

50 tic composition is molten or soft enough to adequately adhere to the substrate. 

[0015] It has been shown to be especially advantageous, that the coating later contacts the substrate in a substantially 
horizontal direction rather than in a vertical direction. To realize this advantage, a roller can be provided in the path of 
movement of the substrate to give the substrate a substantially vertical, upward direction, as the substrate passes the 
coating device. Additionally, the coating device, such as a slot nozzle, can be provided substantially horizontally beside 

55 the roller so that the coating travels from the side towards the surface of the substrate. 

[001 6] The diameter of the coating role is preferably about 1 5 mm to about 50 mm in diameter with the nozzle slightly 
above the center of the coating roll such that the angle at which the thermoplastic coating contacts the substrate is less 
than about 60° as the substrate is moving away from the nozzle. The coating head is adjusted by one of ordinary skill 
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iHST-J OPti f 2e 6V6n ^ ^ diStribUti ° n ° f therm °P ,astic «■** over the entire width of the application 
S?n.L™!f ' f su !" cient, y 000,6(1 contacts the substrate surface and adheres to the surface If the ther- 

SSZZSS ttus^L* ZZTZ** " det8CWfieS after ***** ^SSl of *e 

coated substrate, thus formed, can be rolled up and stored. The laminate can then be used at some later time e a as 

k IS ' ,mpermeab,e °acksheet having improved tactile quality in a disposable hygiene artcTe The ™ 
bebonded by any suitable bonding techn^ue including ultrasonic bonding, neat weldTg^mo^^^ 

"H" J ,referably ' tne coatinfl of 1,16 'ayer is done "inline" immediately before any further orocessinn of th* th, . 

ESSS- 0 ^? TT i3i "I 8 " 0 ' 1 8 ^ the of the ^er .ayer which is £££ >•£ 

is st.ll sufficiently tacky can be used for a constructive adhesion step and therefore can also serveTote^™^ 

[001 9] Since the hotmett coating can be provided at extremely low temperatures, especially materials can be orovided 
wrth barrier layers which are too sensrtive mechanically and / or thermally for customary 
E£3 . SenS,t,Ve matenalS inc,ude low aauae Po'yethylene materials and the like 
Pfrom^ri^ 

to customary methods for forming edge leakage barriers, as in US patem J5£,!?S52 a!ea ^Sfof S 70 
r™ ^_ contact-coated layer is perforated by substrate fiber, and is not closed truing 

E, ™°Z y * inbarrier which ^be produced according to the invention do not only contribute to the eco- 
nomica advantages of the inventive method, but also make it possible to achieve a very much reduced sSnesTof^ 
2S matenal. which thus comes much closer, in its properties, to a material which is ^^J^^^^J*^ 

The Thermoplastic Composition 

so S5«ZKS^^ 

materials for the coating method of the present h^H^^J^ STJE^JHK 

Z££T* te ll « the ^ S0Oe,asti0 W** open time. tacK and various Ter ^SSS^£iSStl 
commonly have melt flow ind.ces required for such processing already at very low temovS^T^ZS^T. 
« ™r° U £ h for SUCh pr ° CeSSins at temperatures ranging from about 60°C to 1 S?^*"* ^ hotmelte ar * 
ESSh JL e a ? er T P,aStiC ° omp ° sition exhibite ce rta j n Theological characteristics such that a continuous coating can 

Sow whlre nThe 232222E ^ f? 3 ° ^ 9enera '' the meo,oaical P ro P a ^ « «™n VS3S 
winaow wherein the complex viscosity at high shear rates (1 ,000 rad/sec) is less than about 500 nois* and th* rJ^JZ 

viscosity at low shear rates (< 1 rad/sec) is between aboirt 100 and about 1 S pSe^SSS nriaNoT 
monastic composes exhibit Newtonian regions at low shear rates anc ^snearSng l^SSSTSlSS 
plasjc composes having wide windows of application are those in which the composition IJZStSSSL 
thoteTn IS IT 1 8 01 aPPKCati0n SetBn9S - P""**"* ,ow temperatures^arrL S^JKSSI 

[0025] Data generated that supports this theological window is depicted in Table 1 . The test procedures «ldS 32!; 
mine the Theological data are described in detail hereinafter procedures used to deter- 

[0026] The applicants surmise that the high shear information relates to the processing conditions at the slot die arft 
iZZZ 2 i°. hi9h . h ° f 3 ^ 0mP,6X ViS ° 0Si,y a « 1 ■ 00 ° radians/Sec Require excSepun^ gesture toSt 
^ riuH d ' e ^ 3 Sh ' m ^ ' ar9er ^ 3 mm ~" be «- to ^se n.teLs^a^rccS- 

I ?? 7] «, The l ! OW Shear information relates to the settling of the coating on the substrate during the time it is susnsndad 
above the substrate. If the low shear value is too high, the coating Jy not adhere adequacy to the subsLTe^ /fr 

^ e ^ aSte * C ° mP ? t,0n Wl * UP 31 the n0Z2le a streaked - discontinues 

cosrty is too low. the coating may seep into the substrate, causing poor banier properties 

ffina^TSZ^ ^ W3S " 0t meaSUred 030 also stron 9'y irrf '"ence the melt strength. Higher levels of 
? J? 3 Sma " °° ncentratio n of a high molecular weight material can stronglylnfluence he mel 
strength. Morepreferred.arecompositions that meet the target meological parameters at low appticatij^ 
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of less than 1 25°C, preferably less than 1 20°C, and best less than 1 1 0°C. 

[0029] Accordingly, many known hotmelt adhesive compositions are well suited for use in the coating method of this 
invention. Hotmelt adhesives typically comprise at least one thermoplastic polymer, at least one plasticizer and at least 
one tackifying resin. Preferably, such suitable hotmelts comprise up to 40 % by weight of thermoplastic polymer, up to 

5 40 % by weight of a plasticizer and up to 70 % by weight of tackifying resin. 

[0030] With respect to the thermoplastic polymer, atactic polyalphaolefins such as Vestoplast® 708 (Huls) and syn- 
thetic rubbers such as S-EB-S block copolymers have been found to be especially suited, particularly those as used in 
hotmelt adhesives such as Lunatack® D-3964 (H. B. Fuller). Further, however, also other thermoplastic polymers are 
suitable, such as ethylene-vinylacetate copolymers or other synthetic rubbers as available in commerce under the 

io tradenames Kraton®, Solprene®, and Stereon®. 

[0031 ] Plasticizers and tackifying resins used in hotmelt adhesives are known. Oils such as naphthenic oils are pre- 
ferred plasticizers. As for tackifying resins, those resins already known for such purposes are generally suitable, espe- 
cially hydrocarbon resins, ester resins and other such compatible resins. The components are mixed and processed in 
a known manner to prepare the hotmelts which can be used according to this invention. 

is [0032] With suitable hotmelts, such as those described in DE-A-41 21 716, it is also possible to make materials which 
are impermeable to liquid water, yet water vapor permeable rendering the coating "breathable". 
[0033] In addition to commonly known hotmelt adhesives, thermoplastic compositions comprising a water soluble, 
saline (body fluid) insoluble copolyester such as Eastman AQ 1350®, commercially available from Eastman, are also 
particularly useful for creating barrier films that are impervious to body fluid, yet readily water soluble. This feature is of 

20. particular interest for creating flushable and compostable disposable hygienic products. Furthermore, there may be 
applications wherein water permeability is desired. Accordingly, this coating method may also be suitable for coating 
water permeable, water soluble and / or biodegradable thermoplastic materials. 

[0034] Hereinafter, the invention will be further depicted by the following non-limiting examples. These relate to coat- 
ings on more or less porous materials (nonwovens), but should be read to exemplify coatings on the non-porous mate- 
25 rials of this invention, since the method and the coating materials are the same, irrespective of the porosity of the 
substrate. 

Embodiment example 1 : 

so [0035] Several hotmelts which slightly differ from each other in composition were formulated in the following compo- 
sition ranges: 

20 - 25 % naphthenic oil 
30 - 40 % atactic polyolefin(s) 
35 35 - 45 % hydrocarbon resin 

Embodiment example 2: 

[0036] Several hotmelts were formulated within the following range limits: 

40 

1 5 - 20 % SIS-block copolymer 
1 5 - 25 % naphthenic oil 
50 - 65 % ester resin 

45 Embodiment example 3: 

[0037] As a commercially available hotmelt adhesive, the "Lunatack D 8370" product was used, which is available 
from H. B. Fuller GmbH. This is a hotmelt adhesive comprising about 35 % polyolefine, about 40 % hydrocarbon resin 
with a cyclopentadiene component, about 15 % polyisobutylene and about 10 % naphthenic oil. 

50 

Testing Procedure 

[0038] The hotmelts according to embodiment examples 1 through 3 were placed in a customary processing machine 
provided with a slot nozzle such as Nordson EP 51 . The slot nozzle was provided horizontally facing a roller over which 
55 a polypropylene nonwoven was led in an upward direction. The distance between the slot nozzle and the substrate was 
2 mm, at a nozzle slot length of 70 mm. The web speed of the nonwoven was 25 m/min. At a system pressure of about 
53 bar and a release temperature of the hotmelt of approximately 100°C, the hotmelt was coated onto the substrate, 
where it formed a closed barrier layer. Immediately thereafter, the thus coated substrate was adhered to a customary 
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absorptive body (tissue). In each case, a reliable adhesive bond between substrate and tissue was provided, and in 
each case, the hotmelt barrier layer formed between the tissue and the substrate was found to be completely liquid- 
impermeable. Processing was without any problems. The coating weight was an average of 21 g/m 2 . At corresponding 
fine adjustment of release temperature of hotmelt. system pressure, distance between slot nozzle and substrate, 
machine speed tc. etc., it was systematically possible to form water-tight closed barrier layers at area weights of less 
than 20 g/m 2 on this substrate. 

Examples 4- 16: 

[0039] Table 1 depicts rheological data on Examples 4 through 1 6. Column 2 of Table 1 depicts the reference temper- 
ature for the rheological parameters as well as the coating application temperature lor each sample. Table 2 depicts the 
chemical description of Examples 4 through 9 as well as the coating parameters for those examples in which a contin- 
uous coating resulted. A consistent continuous coating was not able to be produced with Samples 4 through 9 at the 
temperature indicated in column 2. The applicants surmise that the inability to produce a continuous coating is due to 
the complex viscosity being greater than about 1,000 poise at about 1 rad/sec. By comparing Examples 5 with 14 and 
4 with 10, the complex viscosity at 1 rad/sec can be forced into the rheological window by increasing the temperature. 
By comparing Example 7 with 16, the applicants have demonstrated the relatively narrow rheological window of Luna- 
tack® D-3964. At 90°C D-3964 exhibits too high of a complex viscosity at 1 rad/sec. At 1 10°C, D-3964 exhibits too low 
of a complex viscosity at 1 rad/sec., causing the material to soak into the substrate. The applicants surmise a temper- 
ature exists between 90°C and 1 10°C wherein D-3964 would produce a continuous coating. However, a thermoplastic 
composition exhibiting such a narrow rheological window would have little chance of commercial success. 
[0040] Example 1 4 exhibits the utility of blending a thermoplastic composition that does not meet the rheological win- 
dow with another material such that the resulting composition is useful for producing a continuous coating. In this par- 
ticular example, since D-3964 exhibits too low of a complex viscosity at 1 rad/sec, it is blended with a material to raise 
the complex viscosity at 1 rad/sec such that the blend exhibits the preferable rheological properties. Alternatively, exam- 
ples exhibiting too high of a complex viscosity at 1 rad/sec, such as Examples 4 through 9 can be blended with compat- 
ible materials to lower the complex viscosity such that the blended material may be coated at the preferable application 
temperature of less than 125°C. 

[0041] Examples 4 through 16 were tested in a similar manner as Examples 1 to 3. The application conditions and 
rheological data of the adhesive compositions are depicted in Table 1. A system pressure ranging from about 40 to 
about 65 bar was obtained during coating of Examples 1 0 through 16. 

[0042] The rheological date was generated from a dynamic mechanical spectrometer such as a Rheometric Scientific 
RDS 7700 (10,000 g/cm transducer, 10 g/cm - < 10,000 g/cm torque). A master curve of G' (shear storage modulus), 
G" (shear loss modulus) and complex viscosity as a function of frequency was obtained through time temperature 
superposition. During testing the sample was loaded at the upper test temperature between 50 mm diameter parallel 
plate discs with a 1 to 2 mm gap. After allowing the sample temperature to stabilize for at least about 10 minutes, a fre- 
quency sweep was performed from about 0.1 to about 100 radians per second. Upon the completion of the frequency 
sweep, the sample temperature was lowered to the next temperature and the procedure repeated. The strain amplitude 
was adjusted to improve the resolution and ranged from about 20 % to about 40 %. After the frequency sweep was com- 
pleted at the final, lowest temperature, time-temperature superposition was used to overlay the data into a single mas- 
ter curve at the application temperature. If the actual coating temperature was not one of the actual temperatures 
tested, the Williams, Landel, Ferry (WLF) (Ferry J. D. Viscoelastic Properties of Polymers. 3 rd Ed., Wiley: NY. 1980) 
equation was used to obtain the master curve. 
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Chemical Description 


atactic polyolefin hotmelt adhesive 
(HMA) 


SEBS block copolymer / hydrocarbon 

resin / naphthenic oil HMA + atactic polyolefin 


water dispersible copolvester (WO 95/18 19U 


SEBS block copolymer / hydrocarbon 
resin / naphthenic oil HMA 


urethane 


1 See Example 9 


1 See Example 9 


atactic polyolefin 


atactic polyolefin HMA 


atactic polyolefin + Fischer Tropsch wax 


SEBS block copolymer / hydrocarbon 

resin / naphthenic oil HMA + atactic polyolefin 


atactic polyolefin HMA 


See Example 10 


See Example 13 
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Claims 

1 . A method of coating a thermoplastic composition onto a substrate, said method comprising the steps of: 

5 a) making a thermoplastic composition flowable; 

b) advancing a substrate along a path; 

c) dispensing a continuous film of said thermoplastic composition from a coating device at a coating tempera- 
ture wherein the complex viscosity of the thermoplastic composition is less than about 500 poise at about 1 000 
radians/second and ranges from about 100 poise to about 1000 poise at about 1 radian/second; 

io d) suspending said film between said coating device and said substrate; 

e) contacting said film with said advancing substrate. 

2. A method of coating a hot-melt adhesive composition onto a substrate, said method comprising the steps of: 

is a) making a hot-melt adhesive flowable; 

b) advancing a substrate along a path; 

c) dispensing a continuous film of said hot-melt adhesive composition from a coating device; 

d) suspending said film between said coating device and said substrate; 

e) contacting said film with said advancing substrate. 

20 

3. The method according to claim 1 or 2, wherein said substrate is selected from the group consisting of woven-, non- 
woven textile material, heat sensitive materials and plastic materials. 

4. The method according to any of of claims 1 to 3, characterized in that said coating device is disposed at a distance 
25 from said substrate preferably of at least about 0.5 mm, and more preferably not more than about 20 mm and 

wherein the coating device is preferably a slot nozzle. \ 

5. The method according to any one of claims 1 to 4, characterized in that the coating device is provided in a part of 
the path of movement of the substrate wherein said path of movement is directed substantially vertically. 

30 

6. The method according to any one of claims 1 to 5, characterized in that the thermoplastic composition or the hot- 
melt adhesive composition is coated onto the substrate such that the coating weight is not more than about 30 
g/m 2 , preferably not more than about 20 g/m 2 and especially preferred about 10 g/m 2 or less. 

35 7. The method according to any one of claims 1 to 6, characterized in that the thermoplastic composition or the hot- 
melt adhesive composition is released from the coating device at a temperature of less than about 125°C. prefera- 
bly less than about 1 10°C. 

8. The method according to any one of claims 1 to 7, characterized in that the complex viscosity of the thermoplastic 
40 composition or the hot-melt adhesive composition is less than about 500 poise at about 1 ,000 radians/sec at the 

coating temperature. 

9. The method according to any one of claims 1 to 8, characterized in that the complex viscositiy of the thermoplastic 
composition or the hot-melt adhesive composition ranges from about 100 to about 1,000 poise at about 1 

45 radian/sec at the coating temperature. 

10. The method according to any one of claims 1 to 9, wherein the hot-melt adhesive is released from the coating 
device at a temperature less than about 160°C. 

so 1 1 . A method for producing a moisture-absorbing hygienic article comprising at least one structural element of absorb- 
ent material, at least one moisture-impermeable, in case water vapor-permeable inner barrier layer substantially 
covering the absorbent element and at least one outer layer of textile material which is bonded to the barrier layer 
on one face, characterized in that for forming the inner barrier layer, a thermoplastic composition or hot-melt adhe- 
sive compos'rton is coated according to any one of claims 1 to 10 as a continuous closed film from a coating device 

55 onto the textile material of the outer layer without the coating device contacting the substrate. 

12. The method according to claim 1 1 , characterized in that the thermoplastic composition, preferably formed by a hot- 
melt adhesive film, is coated onto the substrate with an area weight not exceeding 30 g/m 2 , preferably not exceed- 
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13. The method according to claim 11 or 12, characterized in that the thermoplastic composition tormina the barrier 
ment and thus bonds the textile material and the element to each other absorbent ele- 

14. The method according to claim 13, characterized in that the textile material and the absorbent element ara ™m 
brned and bonded "inline" immediately after the coating of the hot-melt. aosoment element are com- 

15 ' iHS^H Wh6reina therm °P |astic composition or a hot-melt adhesive composition which has been ther 

16. A disposable hygienic article, comprising at least one first layer, which is a body fluid permeable substrate anH a* 
SlSSr ^ ^ ^ 9 b ° dy ,,Uid imP6rmeab,e bSrrier ' ayer ^ * « 
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(54) Method for producing a continuous thermoplastic coating and articles constructed 
therefrom 



(57) This invention relates to a non-contact coating 
method for producing a continuous coating and articles 
constructed therefrom. This invention further relates to 
a method for producing a textile material with a mois- 
ture-impermeable barrier layer and to a method for pro- 
ducing a moisture-absorbing article of hygiene which 
has such a barrier layer. This invention particularly 
relates to a textile material and hygienic disposable arti- 
cles comprising a body fluid impermeable barrier layer 
produced from said coating method. Preferably, the 
thermoplastic composition used in the method for pro- 
ducing the barrier layer exhibits certain rheological 
characteristics. 
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